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(57) ABSTRACT

The invention relates to a method for conveying in transla-
tion, in a transport zone, glass containers (2) held in a
suspended position between two slide rails on which slides
a counter-ring (7) arranged on each container which has a
ring surface (8) defining the opening of the container, the
method consisting of ensuring the movement in translation
of the containers (2) by a bearing surface (18a) of at least
one belt (18) driven in translation and exerting mechanical
pressure on each ring surface (8) of the containers (2) to
create a bond by adherence between each ring surface (8) of
the containers and the bearing surface (18a) of the belt.
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1
METHOD AND DEVICE FOR CONVEYING
CONTAINERS IN A SUSPENDED POSITION

TECHNICAL FIELD

The present invention relates to the technical field of
machines ensuring the scrolling in translation of containers
in front of at least one and, generally, a series of stations for
measuring, checking and/or inspecting of the containers.

The present invention finds a particularly advantageous
application in the field of on-line measuring, checking or
inspection of containers, such as for example bottles, jars or
flasks made of glass.

PRIOR ART

In the technical field of measuring, checking or inspection
of glass containers, the measuring, checking or inspecting
machine includes a conveyor ensuring the scrolling of the
containers before different measuring, checking or inspect-
ing stations. According to a known exemplary embodiment,
the conveyor appears in the form of a conveyor belt on
which the containers rest on their bottoms. This mode of
transporting the containers does not allow inspecting or
checking the bottom of the containers.

A conveyor including a frame equipped with a drive
system with two pairs of endless belts is also known, for
example from patent FR 2 846 314. The two belts of a pair
are mounted facing one another to define between them a
path for gripping and moving the containers from one end to
the other of the belts. Inasmuch as the holding and the
transport of the containers take place on the body of the
containers by means of belts, the checking, measuring or
inspection cannot be carried out on the body of the contain-
ers.

In the field of transport of containers of plastic material,
it is known to have recourse to aerial conveyors including
two slide rails separated to define between them a translation
path for the containers which are supported by their counter-
ring bearing on the slide rails. A flow of air moves the
containers which slide by their counter-ring on the slide
rails. The transport of the containers in a suspended position
leads to their swaying due to their low weight, which does
not allow accomplishing accurate optical checking of the
containers.

Patent FR 2 581 045 presents various transport solutions
for lightweight containers made of PET suspended on an
annular protrusion, having a function similar to the counter-
ring of a glass bottle. Certain solutions presented consist of
supporting the containers by endless belts below the coun-
ter-ring. These systems are bulky around the ring and the
neck of the containers. According to one alternative illus-
trated in FIGS. 12 and 14, the containers are supported by
slide rails below their counter-ring. Their movement is
produced by fingers 76 which successively press the con-
tainers on the slide rails, said fingers being fixed on an
endless belt. The disadvantage of this solution is that the
movement of the containers is not precise. In fact, the
containers simply rest on the slide rails, and they can freely
vibrate or oscillate transversely or longitudinally during
their movement.

Likewise, patent application WO 2007/028627 describes
an installation for conveying bottle preforms of plastic
material including a collar bearing on the slide rails. These
preforms are driven in translation by means of endless belts
in contact by friction on the two opposite sides of the
preform, above the collar of the preform. In order to avoid
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the preforms dilating upward, a rail is placed above the
preforms. An installation of this type has the same disad-
vantages as the other installations because the preforms are
able to sway during their movement.

Patent application EP 0 842 875 describes an installation
for conveying plastic bottles by means of two guides posi-
tioned on either side of the bottles and in contact with the
lower surface and the upper surface of the flanges protruding
from plastic bottles of this type. An installation of this type
is exclusively suited to the conveying of plastic bottles
having a protruding flange. Likewise, even if this solution
allows limiting the swaying of the bottles during their
movement, these bottles are not held in stable positions
offering the possibility of accomplishing accurate optical
checks on these bottles.

In other words, known solutions are bulky, on the one
hand, and create imprecise movement of the containers on
the other hand.

DISCLOSURE OF THE INVENTION

The present invention aims to correct the disadvantages of
the prior art by proposing a new technique for transporting
containers in translation in a suspended position to allow an
inspection of the body, of the bottom and even of the
shoulder of the containers, this technique ensuring transport
of the containers in a stable position to allow the implemen-
tation of accurate checking, measuring and/or inspecting
operations.

One object of the invention is to propose a method for
conveying in translation, in a transport zone, glass contain-
ers held in a suspended position between two slide rails on
which slides a counter-ring arranged on each container
which has a ring surface defining the opening of the con-
tainer, the method consisting of ensuring the movement in
translation of the containers by a bearing surface of at least
one belt driven in translation in a translation direction and
exerting mechanical pressure on each ring surface of the
containers in a direction substantially perpendicular to the
direction of movement to create a bond by adherence
between each ring surface of the containers and the bearing
surface of the belt.

Moreover, the method according to the invention can
further include in combination at least one and/or the other
of the following additional features:

According to one embodiment, mechanical pressure is
applied over the entire length of the belt located in the
transport zone, to create the bond by adherence
between each ring surface of the containers and the
bearing surface of the belt;

According to another embodiment, mechanical pressure is
applied by the pressurization sectors distributed within
the transport zone to create, by means of the portion of
the belt subjected to each pressurization sector the bond
by adherence between each ring surface of the contain-
ers and the bearing surface (18a) of the belt;

the belt ensures the simultaneous driving in the transport
zone of several containers by creating for each of them
the bond by adherence between each ring surface of the
containers and the bearing surface of the belt;

the belt and the slide rails take the containers in charge so
as to be space from one another in order for the portion
of the belt subjected to each pressurization sector to
create a bond by adherence of the bearing surface of the
belt to the ring surface of a single container;

the pressurization sectors are distributed in the transport
zone, to ensure the retention of the bond by adherence
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between each ring surface of the containers and the
bearing surface of the belt, during the movement of the
containers over the entire transport zone and in par-
ticular during the passage of the containers from one
sector to the following sector;

the belt is guided vertically on the one hand, at the entry

of the transport zone, so that the bearing surface of the
belt progressively approaches the slide rails in order to
ensure the engagement of the containers in the transport
zone and, on the other hand, at the exit of the transport
zone, so that the bearing surface of the belt progres-
sively separates itself from the slide rails in order to
ensure the exit of the containers from the transport
zone;

the separation between the slide rails is adapted to ensure

the guiding of the containers transversely relative to the
translation direction of the containers.

Another object of the invention is to propose a conveyor
for moving, in a transport zone, glass containers in a position
suspended by a counter-ring arranged on each container
which has a ring surface defining the opening of the con-
tainer, the conveyor including:

two slide rails separated to define between them a trans-

lation path for the containers and to support the con-
tainers by their counter-ring, these slide rails being
suitable for ensuring the sliding of the containers on
their counter-ring;

at least one belt driven in translation in a translation

direction and mounted overhanging the translation
path, this belt having a bearing surface substantially
parallel to the support plane defined by the slide rails
and intended to be supported on the ring surfaces of the
containers;

and a system exerting mechanical pressure on the belt in

a direction substantially perpendicular to the movement
direction to create a bond by adherence between each
ring surface of the containers and the bearing surface of
the belt to ensure the driving in translation of the
containers suspended by their counter-ring which slides
on the slide rails.

Moreover, the conveyor according to the invention can
further include in combination at least one and/or the other
of the following addition features:

the system exerting mechanical pressure exerts mechani-

cal pressure with an elastic return;

the system which exerts mechanical pressure and the belt

are adapted so that the extent of the bearing surface of
the belt on the ring surface of the containers ensures the
driving in translation of the containers;
the system exerting mechanical pressure on the belt
includes pressurization sectors distributed in the trans-
port zone to ensure the retention of the bond by
adherence between each ring surface of the containers
and the bearing surface of the belt all along the trans-
port zone;
each pressurization sector includes a bearing body on the
surface of the belt opposite to the bearing surface, this
bearing body being guided in vertical movement and
loaded by an elastic pressure system which is set in
compression with no load by an adjustable down-stop;

the assembly including the belt and the system exerting
mechanical pressure includes a vertical adjustment
system allowing adjusting the vertical distance between
the bearing surface of the belt and the slide rails so as
to adapt itself to the height of the ring defined between
the counter-ring and the ring surface;
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each slide rail includes a linear guide rail from which rises
a support, the width of the rails being dimensioned to
support the containers by their counter-ring and to limit
the distance between the neck and the support to the
functional clearance allowing the sliding of the con-
tainers;

the slide rails include a system for adjusting their sepa-

ration to ensure the guiding of the containers trans-
versely relative to the translation direction of the con-
tainers, by adapting itself to the dimensions of the
containers;

the belt is an endless belt mounted between two pulleys of

which at least one is driven in rotation, this belt being
guided vertically on the one hand, at the entry of the
transport zone, to approach the slide rails by progres-
sively descending in order to ensure the engagement of
the containers in the transport zone and, on the other
hand, to separate itself from the slide rails by progres-
sively rising in order to ensure the exit of the containers
from the transport zone.

Another object of the invention is to propose a checking,
inspection and/or measuring installation including a con-
veyor conforming to the invention, for transporting glass
containers in a stable position suspended by their counter-
ring, this installation including at least one receiver and/or
one emitter of electromagnetic radiation for the checking,
the inspection and/or the measuring of at least a portion of
the containers transported by the conveyor and located
below the counter-ring.

According to the invention, the installation can further
include in combination at least one and/or the other of the
following additional features:

at least one receiver and/or one emitter is positioned to

observe the shoulder, the body or the bottom of the
containers with the optical axis having a plunging angle
to a horizontal plane at the observed point on the optical
axis greater than 45°.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a side elevation view of an exemplary embodi-
ment of a conveyor conforming to the invention, showing
the movement of a container in the suspended position.

FIG. 2 is a view similar to FIG. 1, showing the evolution
of the movement of the container relative to its position
illustrated in FIG. 1.

FIG. 3 is a simplified view in transverse section of the
conveyor illustrated in FIG. 1.

FIG. 4 is a transverse section view of another exemplary
embodiment of a conveyor implementing two transport
belts.

FIG. 5 is a transverse section view of another exemplary
embodiment of a belt able to be implemented in a conveyor
conforming to the invention.

FIG. 6 is a large-scale schematic explaining the principle
for transporting the containers by the conveyor conforming
to the invention.

FIG. 7 is a top view showing an exemplary embodiment
of an upstream transport system ensuring bringing the
containers to the conveyor conforming to the invention.

FIG. 8 is a front view showing the upstream transport
system illustrated in FIG. 7 and ensuring bringing the
containers to the conveyor conforming to the invention.

FIG. 9A is a top view of the ring surface of a container on
which is shown the bearing surface of an exemplary embodi-
ment of a belt, while FIG. 9B shows in section the belt
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illustrated in FIG. 9A supported on a container transported
by the conveyor conforming to the invention.

FIG. 10A is a top view of the ring surface of a container
on which is shown the bearing surface of another exemplary
embodiment of a belt, while FIG. 10B shows in section the
belt illustrated in FIG. 10A supported on a container trans-
ported by the conveyor conforming to the invention.

FIG. 11A is a top view of the ring surface of a container
on which is shown the bearing surface of another exemplary
embodiment of a belt, while FIG. 118 shows in section the
belt illustrated in FIG. 11A supported on a container trans-
ported by the conveyor conforming to the invention.

DESCRIPTION OF THE EMBODIMENTS

As shown by the drawings, the object of the invention
relates to a conveyor 1 suited for moving, in a transport or
conveying zone Z, containers 2 in a suspended position in a
translation direction shown by the arrow F. Advantageously,
the containers 2 are glass containers, preferably empty, such
as bottles, flasks or jars. Conventionally, each container 2
has a bottom 3 topped by a body 4 continued by a shoulder
5 which connects, through a neck 54, to a ring 6. Thus, the
ring 6 is defined by a counter-ring 7 forming a flange
protruding from the neck 5a. This counter-ring 7 serves in
particular during the handling of the preform during form-
ing, then as a hook for the closing devices. The ring 6 is
defined opposite to the counter-ring 7, by a ring surface 8
defining the opening of the container. This ring surface 8 is
generally flat, semi-toroidal or frusto-conical and serves in
many cases for sealing with the seal of the cover , the
capsule or the screw cap. The ring 6 of the containers 2 is
therefore defined between the counter-ring 7 and the ring
surface 8. The height of the ring 6 is then the vertical
distance between the counter-ring 7 and the ring surface 8.

The conveyor 1 includes a frame 10 supporting two slide
rails 11 separated to define between themselves a translation
path 12 of the containers. More precisely, each slide rail 11
includes a linear guide rail 13 from which rises a support 14
attached to the frame 10. The rails 13 are mounted parallel
with one another while being located in the same horizontal
support plane P to constitute a flat surface for support and
guiding in translation of the containers. More precisely, the
rails 13 are separated to allow passage between them of the
neck 5a of the containers, while the counter-ring 7 of the
containers is supported on the rails 13.

It must be understood that the slide rails 11 are suitable for
ensuring that the counter-ring 7 of the containers slides on
these slide rails during their transport. Of course, the slide
rails and in particular the rails 13 have tribological proper-
ties allowing sliding with little friction of the counter-ring 7
and abrasion resistance properties. These tribological prop-
erties and the abrasion resistance properties of the sliding
surfaces of the slide rails 11 are inherent or added by surface
treatments or coatings applied to the rails.

According to an advantageous embodied feature, the
width of the rails 13 is dimensioned to support the containers
2 by their counter-ring 7 while limiting the transverse
distance between the neck 5a and the support 14 to within
the functional clearance allowing the sliding of the contain-
ers. An arrangement of this type allows limiting the width of
the slide rails 11 and consequently increasing the angular
extent of the optical inspection of the container, as will be
explained in detail in the continuation of the description. In
the same vein, it should be noted that the supports 14 are
extended vertically.
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According to one advantageous embodied feature, the
slide rails 11 include a system 15 for adjusting their sepa-
ration to allow adjusting the width of the translation path 12
of the containers to allow adaptation to the diameter of the
necks Sa of the containers 2. Likewise, the width of the
translation path 12 is adjusted so that the rails 13 can support
the containers 2 by their counter-ring 7 all along their
trajectory without risking falling through the translation path
12. Advantageously, this adjusting system 15 adjusts the
separation between the rails 13 to ensure, during the move-
ment of the containers, the guiding of the containers trans-
versely relative to the translation direction F of the contain-
ers 2. Typically, the separation between the rails 13
corresponds to the diameter of the neck of the containers,
within the functional clearance, and is less than the diameter
of the counter-ring in order to support the containers.

Advantageously, a system 15 for adjusting the separation
allows symmetrical separation of the slide rails 11. This
adjusting system 15 can be produced by any appropriate
means, such as for example by means of screw-nut systems
mounted between the supports 14 of the rails and the frame
10. The adjusting system 15 can also include for example
transverse endless screws, bearings and sleeves for horizon-
tal guiding, cranks or electrical or pneumatic actuators,
means for blocking in position, these systems preferably
being located at the ends or outside the transport zone Z.

According to another feature of the invention, the con-
veyor 1 includes at least one belt 18 driven in translation and
mounted overhanging the translation path 12. As is more
precisely revealed by FIGS. 1 and 2, the conveyor 1 includes
an endless belt 18, mounted between two pulleys 19, 20 the
axes of which are supported by the frame 10. At least one of
the pulleys, namely the pulley 20 in the example illustrated,
is driven in rotation by a gearmotor 21 of any known type,
carried by the frame. The belt 18 thus includes an upper
strand 18s and a lower strand 18i. The pulleys 19, 20 are
mounted so that the lower strand 18i of the belt extends
overhanging the translation path 12 and in particular above
the level of the rails 13, as will be understood in the
continuation of the description. The lower strand 18; of the
belt moves in the translation direction F, parallel to the rails
13.

More precisely, this belt 18 has an outer surface opposite
to the internal surface which is considered as coming into
contact with the pulleys 19, 20. The outer surface of the
lower strand 18i of the belt is turned in the direction of the
rails 13 and of the ring surface 8 rising above the rails. One
portion of this outer surface of the lower strand 18;, called
the bearing surface 18a in the continuation of the descrip-
tion, is intended to be supported on the ring surfaces 8 of the
containers 2 when the latter are supported by the counter-
ring 7 on the rails 13. This bearing surface 18a is substan-
tially parallel to the support plane P defined by the slide rails.

According to an advantageous variant embodiment, the
bearing surface 18a of the belt is flat. It can be smooth, or
alternatively textured, for example with spikes or ribs as
illustrated in FIG. 5, which shows a belt including two ribs.
Relief features of this type have the objective of maintaining
adherence despite ring surfaces that are sometimes not
perfectly flat. The belt 18 can have a hardened portion for the
bearing surface 18a. The belt 18 can have, for example, a
trapezoidal, rectangular or round cross section of the “poly-
cord” type. Of course, having available a range of several
belts of different widths can also be contemplated.

The conveyor 1 also includes a system 22 exerting
mechanical pressure on the belt 18 in a direction substan-
tially perpendicular to the movement direction to create a
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bond by adherence between each ring surface 8 of the
containers 2 and the bearing surface 18a of the belt, to
ensure the driving in translation of the containers suspended
by their counter-ring 7 which slides on the slide rails 11. The
mechanical pressure exerted on the belt 18 is such that its
portion in contact with the ring surface 8, called the bearing
surface 18a, adheres to it to create a bond by adherence,
driving the container in translation. It must be understood
that the bearing surface 18a designates, on the belt, regard-
less of its material constitution, the surface of the belt having
as its function to press on the ring surface 8.

The system 22 is adapted to create, between the belt and
the container, a bond, not by obstacle but by adherence or
friction. Conventionally, a bond by adherence is a bond in
which the phenomena of friction and adherence oppose the
elimination of the bond. The mechanical action of the belt 18
on the ring surface comprises a vertical component, normal
to the surface of the ring, which therefore constitutes the
support, and horizontal friction component, therefore paral-
lel to the support plane P, which therefore causes the driving,
the movement of the containers. The bond is free of sliding,
therefore the belt 18 and the ring surface 8 which are in
contact move in the same direction, without sliding. Con-
sequently, the speed of the belt is equal to the translation
speed of the containers. The vertical component of the
action, which is distributed over the ring surface, also has the
effect of pressing the counter-ring onto the rails, therefore
the counter-ring remains, during the movement, parallel to
the support plane P. Thus, the movement of the containers is
a pure and precise translation within the functional clear-
ances. As the mechanical action of the belt is distributed
over the bearing surface 18a, it is called a pressure.

Each container 2 is thus driven in translation by the belt
18, with its ring surface 8 adhering to the bearing surface
18a of the belt while the counter-ring 7 slides on the rails 13.
The ring 6 of each container 2 is subjected, on the side of its
ring surface 8, to a pressure leading to its bonding with the
belt 18 and, on the side of its counter-ring 7, to a pressure
allowing sliding of the counter-ring on the rails 13. The
pressure exerted by the belt 18 maintains the contact of the
counter-ring 7 on the rails 13 while considering that the
reaction of the rails leads to the suspension of the container
on the rails 13. It must be understood that each container 2
is thus translated, in a transport zone Z, in a stable suspended
position, without deflection or pivoting movements, in view
of the retention of the container in forced bearing on the
rails. In other words, the ring 6 of the container is held
clamped between the belt 18 and the rails 13 during the
translation.

Advantageously, the system 22 which exerts mechanical
pressure on the belt 18 is adapted so that the extent of the
bearing surface 18a of the belt on the ring surface 8 of the
containers ensures a translation of the containers, in a stable
suspended position. Typically, the zone of the ring surface 8
on which the pressure is exerted is such that the bearing of
the counter-ring 7 on the rails allows a preferably stable
positioning, vertical or substantially vertical, of the contain-
ers during transport. Thus, as shown in FIG. 9A, 10A, 11A,
the longitudinal extent Ed of the bearing surface 18a of the
belt with the ring surface 8, taken in the translation direction,
is sufficiently large to obtain a bond by adherence and a
distribution of the pressure to ensure a stable bearing of the
counter-ring 7 on the rails 13. Likewise, the bearing surface
18a of the belt is distributed transversely, along a transverse
extent Et, on the ring surface 8, to ensure a stable bearing of
the counter-ring 7 on the rails 13.
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In the exemplary embodiments illustrated in FIG. 9A and
11A, the longitudinal extent Ed of the bearing surface 18a of
the belt with the ring surface 8 is equal to the diameter of the
ring surface 8, while in the example illustrated in FIG. 10A,
the longitudinal extent Ed is slightly less than the diameter
of the ring surface 8. In the exemplary embodiments illus-
trated in FIG. 9A and 10A, the transverse extent Et of the
bearing surface 18a of the belt with the ring surface 8 is
slightly less than the diameter of the ring surface 8, while in
the example illustrated in FIG. 11A, the transverse extent Et
is equal to the diameter of the ring surface 8. It should be
noted that the transverse extent Et of the bearing surface 18a
of the belt with the ring surface is continuous in the example
illustrated in FIG. 9A and discontinuous is in the example
illustrated in FIG. 10A, i.e. interrupted and composed of two
disjoint zones. Typically, the transverse extent Et of the
bearing surface 18a extends symmetrically with respect to
the axis of symmetry of the container.

Of course, the width of the belt 18 is suited to the width
of the ring surfaces 8 of the containers and to the selection
of the extents Et, Ed of the bearing surface 18a of the belt
with the ring surface. In the exemplary embodiment illus-
trated in

FIG. 9A and 98, the belt has a width slightly less than the
diameter of the ring surface 8, while in the exemplary
embodiment illustrated in FIG. 11 A and 118, the belt 18 has
a width greater than the diameter of the ring surface 8 of the
container. In the exemplary embodiment illustrated in FIG.
10A and 10B, the belt 18 has two ribs as illustrated in FIG.
5, allowing the discontinuous bearing surface 18a to be
obtained.

According to another variant embodiment, the conveyor 1
can include two belts 18, 18' allowing the discontinuous
bearing surface illustrated in FIG. 10A to be obtained.
According to this variant embodiment illustrated in FIG. 4,
the two belts 18, 18' are positioned symmetrically with
respect to the plane of symmetry passing through the middle
of the rails 13. Thus each of the belts 18, 18' has a limited
width with respect to the diameter of the ring surface 8. The
belts 18, 18' are positioned so that the bearing surface of the
belts 18, 18' extends on either side of the axis of symmetry
of the container. Each belt 18, 18' is mounted on a pair of
pulleys 19, 19'-20, 20' in which one pulley of each pair
includes a common system for driving in rotation. It can
naturally be provided that the separation between the belts
18, 18' is adjusted depending on the dimensions of the ring
surface of the containers.

According to an advantageous embodied feature, the
system 22 exerting mechanical pressure on the belt 18 exerts
mechanical pressure with elastic return. It must be under-
stood that the system 22 exerts mechanical pressure on the
belt when a container 2 is located between the belt 18 and
the slide rails 11 as illustrated in FIG. 7. With no load, i.e.
in the absence of a container 2 between the belt and the slide
rails, this system 22 exerts little or no mechanical pressure
on the belt. Thus, the mechanical pressure system 22 is able
to occupy either a is working position for which it creates a
bond by adherence between each ring surface 8 of the
containers 2 and the bearing surface 18a of the belt, or a rest
position by exerting little or no pressure on the belt in the
absence of a container. The passage from the rest position to
the working position is accomplished automatically by the
engagement of the ring 6 between the rails 13, and the
system 22 exerting the pressure opposing the lifting action
created by the engagement of the ring 6. The passage from
the working position to the rest position is accomplished
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automatically by the disengagement of the ring 6 from the
rails 13 so that the system 22 returns to its rest position by
the elastic return effect.

Of course, the rest position is such that the belt 18 is
positioned relative to the rails 13, at a height less than the
height of the ring 6 of the containers 2. The engagement of
the ring 6 between the rails 13 and the system 22 exerting the
pressure leads to separate from the rails the system 22
exerting the pressure, leading to the application on the belt
18 of mechanical pressure suited for creating the bond by
adherence. It is therefore the ring 6 of the container 2 which
lifts the belt and consequently the mechanical pressure
system 22.

The system 22 exerting mechanical pressure on the belt
18 can be produced in different ways. In the exemplary
embodiment illustrated in FIGS. 1 to 3, the system 22
exerting mechanical pressure on the belt includes pressur-
ization sectors 24 distributed in the transport zone Z, to
ensure the retention of the bond by adherence between each
ring surface 8 of the containers and the bearing surface 18a
of the belt all along the transport zone. These pressurization
sectors 24 are distributed in a fixed manner along the belt,
the lower strand 18i of which scrolls in front of these
pressurization sectors 24. As is clearly revealed by FIGS. 1
and 2, the pressurization sectors 24 are positioned side by
side while being separate so as to ensure the retention of the
bond by adherence between each ring surface 8 of the
containers and the bearing surface 18a of the belt, during the
movement of the containers over the entire transport zone,
but also during the passage of the containers 2 from one
sector 24 to the following sector 24.

The pressurization sectors 24 are in contact with the lower
strand 18i of the belt through the inner surface of the belt.
At this location, the mechanical action of the sectors on the
inner surface of the belt 18 comprises a vertical component,
which therefore constitutes the support, and a horizontal
friction component. There is therefore sliding, the belt
moving horizontally, but not the pressurization sectors 24
which can only move vertically under the combined effect of
the belt and of the elastic return. As the mechanical action
of the pressurization sectors 24 is distributed over a contact
surface, it is called a pressure.

Thus, the pressurization sectors 24 are dimensioned so
that each sector creates a bond by adherence between a
single ring surface 8 and the bearing surface 18 of the belt.
In other words, a sector 24 exerts a maximum pressurization
one container. Thus, each sector 24 is dimensioned to ensure
for itself alone, the adherence with a single container at the
same time. Moreover, the conveyor takes charge of the
containers 2 with a determined spacing pitch in order that at
most one pressurization sector 24 acts on a container 2. It is
to be noted that the pressurization sectors 24 are independent
from one another. Hence along the lower strand 18i, the belt
is lifted in places in the presence of a container, and lowered
in places in the absence of a container, therefore along the
lower strand 181 the belt is in the rest position in certain
sections and in the working position in others.

During the translation of the containers 2 by the belt 18,
the bearing surface 18a of the belt will progressively leave
one pressurization sector 24 while engaging progressively
under the following pressurization sector 24 (FIG. 6). It
follows that the transport of the containers 2 is ensured even
during passage from one sector 24 to another.

It should be noted that, instead of implementing succes-
sive pressurization sectors 24, provision can be made to
apply mechanical pressure over the entire length of the belt
18 located in the transport zone, to create the bond by
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adhesion between each ring surface 8 of the containers and
the bearing surface 184 of the belt. For example, the system
22 for exerting mechanical pressure on the belt 18 can
include a chamber or a set of chambers for confining a gas
mixture in which a portion of the wall acts directly or
indirectly on the belt 18. Alternatively, the system 22 for
exerting mechanical pressure on the belt can includes a body
or several bodies of elastic foam which press directly or
preferably indirectly on the belt 18.

The system 22 for exerting mechanical pressure on the
belt 18 allows the bearing surface of the belt lifted by each
container 2 to remain in contact for all the containers,
considering that there exist gaps in the height of the ring 6
from one container to another. In other words, the system 22
adapts to variations in the height of the ring 6 while always
maintaining a pressure of the bearing surface on the ring
surface throughout the entire trajectory traveled by each
container.

According to a variant embodiment illustrated more pre-
cisely in FIG. 3, each pressurization sector 24 includes a
bearing body 26 intended to be supported on the inner
surface of the belt 18, opposite to the outer surface adapted
to constitute the bearing surface 18a. For example, each
bearing body 26 is provided, on its lower face, with a groove
26a for guiding the belt 18 in translation.

This bearing body 26 is guided in vertical movement and
is loaded by an elastic pressure system 28. According to the
variant embodiment illustrated in FIG. 3, the means for
guiding the bearing body 26 in vertical movement consists
of slides 27 carried by the frame 10. With no load, i.e. in its
rest position when no container is located facing the bearing
body 26, the elastic pressure system 28 is set in compression
by an adjustable down-stop 29. In its working position, the
bearing body 26 exerts a vertical pressure on the belt, i.e. a
pressure in a direction substantially perpendicular to the
horizontal movement direction T.

In the example illustrated, the elastic pressure system 28
is a compression spring, but a gas cylinder or polymer foam
can be provided for producing a system of this type. The
down-stop 29 positions the bearing body 26 in its rest
position when no container is located facing the bearing
body 26, this rest position being lower than the loaded
position when a container is located facing the bearing body
26.

According to an advantageous variant embodiment, the
conveyor 1 includes a vertical adjustment system 30 allow-
ing adjusting the vertical distance between the bearing
surface 18a of the belt and the slide rails 11 so as to adapt
itself to the height of the ring of the containers, correspond-
ing to the distance between the counter-ring 7 and the ring
surface 8. To this end, the set consisting of the pulleys 19,
20 supporting the belt and the sectors 24, is assembled to
constitute an assembly that can be displaced vertically with
respect to the slide rails 11. Typically, the assembly consist-
ing of the pulleys 19, 20, the belt 18 and the sectors 24 are
assembled movable vertically on the vertical slides carried
by the frame 10.

Moreover, the slide rails 11 are adjustable in vertical
position to cause the rails 13 to correspond to the position of
the counter-ring 7, depending on the height of the containers.
In fact, the containers are generally brought to the conveyor
by means of stacked chain conveyors or pallets on which the
containers rest on their bottoms. According to one variant,
the entire conveyor 1 is adjustable in height depending on
the height of the containers 2 to be transported.

The preceding description reveals that the conveyor 1
ensures the movement in translation of the containers 2
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through a bearing surface 184 of at least one belt 18 driven
in translation and exerting mechanical pressure on each ring
surface 8 of the containers to create a bond by adherence
between each ring surface of the containers and the bearing
surface 18a of the belt.

Advantageously, the belt 18 ensures the simultaneous
driving, in the transport zone Z, of several containers 2 by
creating for each of them the bond by adherence between
each ring surface 8 of the containers and the bearing surface
18a of the belt. In other words, several containers are
transported simultaneously in the conveying zone 7.

As described above, it should be noted that the conveyor
1 takes charge of the containers 2 so as to be spaced from
one another in order that the portion of the belt subjected to
each pressurization sector 24 creates a bond by adherence of
the bearing surface 184 of the belt on the ring surface 8 of
a single container. In other words, the number of containers
2 moved simultaneously is equal, at most, to the number of
pressurization sectors 24. In the case where mechanical
pressure is applied over the entire length of the belt 18, the
number of containers 2 moved simultaneously depends on
the selected spacing between the containers 2.

It should be noted that the containers 2 are brought to the
conveyor 1 conforming to the invention by a transport
system of any type known per se, called an entry system, and
are transferred from the conveyor by a transport system of
any type known per se, called an exit system. FIGS. 7 and
8 illustrate an exemplary embodiment of an entry system 31
bringing the containers one by one to the entry of the
conveyor 1, i.e. by introducing the containers at one of the
ends of the slide rails 11. The exit of the conveyor 1 is also
equipped with an exit system retrieving the containers
leaving the conveyor 1 one by one. An exit system of this
type, not shown, is similar to or different from the entry
system of the conveyor.

According to the exemplary embodiment illustrated, the
entry system 31 includes two endless webs 32 mounted
facing one another and spaced to take charge of each
container resting on its bottom on a conveyor belt 33, so that
the two endless webs 32 clamp each container at their body,
the ring remaining free to allow the conveyor 1 to take
charge of it downstream. In fact generally, in the factories
for production of glass containers or filling plants, the
containers are transported on conveyors using conveyor
belts 33. The transport web 33 can be composed of any type
such as woven webs, belts or chains of various shapes. The
endless belts 32 are adapted to engage each container 2
between the slide rails 11 and being the counter-ring 7 into
bearing on the rails 13. Typically, each container 2 is
dropped at the end of the slide rails, which is established
substantially overhanging the axis of rotation of the return
pulley 19 of the belt 18. Each container 2 is then moved in
translation by the belt 18 as explained previously.

Advantageously, the belt 18 is guided vertically on the
one hand, at the entry of the transport zone Z, to progres-
sively approach the slide rails 11 in order to ensure the
engagement of the containers in the transport zone and, on
the other hand, at the exit of the transport zone Z, to
progressively separate itself from the slide rails 11 in order
to ensure the exit of the containers rom the transport zone 7.
As is revealed more precisely by FIGS. 1, 2 and 8, each
pressurization sector 24 located at the ends of the conveyor
1 is arranged to exert a pressure on the portion of the belt
which unwinds downstream of the pulley 19 or on the
portion of the belt that is wound upstream of the pulley 20.
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To this end, each pressurization sector 24 located at the two
ends of the conveyor 1 includes a bearing bead 264 inserted
below each pulley 19, 20.

Thus the object of the invention offers a new method of
conveying in translation for glass containers, in a stable
suspended position. This method consists of ensure the
movement in translation of the containers 2 through a
bearing surface 18a of at least one belt 18 driven in
translation and exerting mechanical pressure on each ring
surface 8 of the containers 2 to create a bond by adherence
between each ring surface 8 and the bearing surface 18a of
the belt.

The conveyor 1 conforming to the invention finds a
particularly advantageous application for a checking,
inspection or measuring installation for glass containers.
The conveyor 1 allows transporting glass containers in a
stable position suspended by their counter-ring 7 in the
observation field of at least one given electromagnetic
radiation receiver called the sensor 40, and/or in the irra-
diation field of a given electromagnetic radiation source
called the emitter 41, the sensor 40 and the emitter 41 can
be positioned fixedly at any locations of the transport zone
Z. A sensor 40 or an emitter 41 allow the checking, the
inspection and/or the measuring of at least a portion of the
transported containers located below the counter-ring 7.
Thus, the conveyor 1 has the particular feature of allowing
inspection of the bottom 3, of the body 4 and even of the
shoulder 5 of the containers, including containers of small
size such as 5 ml pharmaceutical flasks for injectable.
Typically, the sensors 40 are optical sensors operating in a
UV, visible or infrared spectrum i.e. image sensors, and they
are equipped with objectives the optical axis of which
defined an observation direction. As illustrated in FIG. 4, at
least one sensor 40 is positioned to observed the shoulder or
the body or the bottom of containers with the optical axis
having a plunging angle o to a horizontal plane H at the
observed point on the optical axis, which is a maximum, for
example o is greater than 45°, even 85°. Likewise, radiation
sources, for example light sources 41, located above the
plane of the ring of the containers can illuminate the
shoulder, the body or the bottom with maximum plunging
angles o.. The same will therefore be true of the possible
counter-plunging angles [ between 0 and 90° with respect to
the horizontal. Finally, the conveyor 1 leaves a large volume
below, but especially above the plane passing through the
counter-ring 7, this volume being defined above the counter-
ring 7 only by slide rails 11 which are designed to be as
narrow as possible transversely to the movement. This
available volume can receive electromagnetic radiation
receivers 40 and sources of electromagnetic radiation 41. In
other words, the conveyor 1 offers an angular optical inspec-
tion extent of the container d as large as possible, exceeding
if necessary 135° or even 175°.

The conveyor 1 allows transporting glass containers in a
stable suspended position, i.e. in a pure and precise trans-
lation movement. Stability is guaranteed in particular by the
clamping of the containers between the rails and the belt.
This makes it possible, for example, to know the position of
the containers in the field of a receiver. This also allows
linking together the successive observations of a container
passing through the successive fields of several receivers,
with a known movement of the container passing through
successive fields.

The conveyor 1, by the precision of the movement gen-
erated and the free space left around the containers, can find
other applications than the checking, the inspection or the
measuring of glass containers.
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The invention claimed is:

1. A method for conveying in translation, in a transport
zone (7)), glass containers (2) held in a suspended position
between two slide rails (11) on which slides a counter-ring
(7) arranged on each container which has a ring surface (8)
defining the opening of the container, the method consisting
of ensuring the movement in translation of the containers (2)
by a bearing surface (18a) of at least one belt (18) driven in
translation in a translation direction and exerting mechanical
pressure on each ring surface (8) of the containers (2) in a
direction substantially perpendicular to the direction of
movement to create a bond by adherence between each ring
surface (8) of the containers and the bearing surface (18a) of
the belt.

2. The method according to claim 1, according to which
mechanical pressure is applied over the entire length of the
belt (18) located in the transport zone (7) to create the bond
by adherence between each ring surface (8) of the containers
(2) and the bearing surface (18a) of the belt.

3. The method according to claim 1, according to which
mechanical pressure is applied by pressurization sectors (24)
distributed within the transport zone (Z), to create, by means
of the portion of the belt subjected to each pressurization
sector (24), the bond by adherence between each ring
surface (8) of the containers (2) and the bearing surface
(18a) of the belt.

4. The method according to claim 1, according to which
the belt (18) ensures the simultaneous driving, in the trans-
port zone (Z), of several containers (2) by creating for each
of'them the bond by adherence between each ring surface (8)
of the containers (2) and the bearing surface (18a) of the
belt.

5. The method according to claim 3, according to which
the belt (18) and the slide rails (11) take the containers (2)
in charge so as to be spaced from one another in order for
the portion of the belt subjected to each pressurization sector
to create a bond by adherence of the bearing surface (18a)
of the belt (18) to the ring surface (8) of a single container.

6. The method according to claim 3, according to which
the pressurization sectors (24) are distributed in the transport
zone (7)), to ensure the retention of the bond by adherence
between each ring surface (8) of the containers and the
bearing surface (18a) of the belt, during the movement of the
containers (2) over the entire transport zone (Z) and in
particular during the passage of the containers from one
sector (24) to the following sector (24).

7. The method according to claim 1, according to which
the belt (8) is guided vertically on the one hand, at the entry
of the transport zone (Z), so that the bearing surface (18a)
of the belt (18) progressively approaches the slide rails (11)
in order to ensure the engagement of the containers (2) in the
transport zone (7) and, on the other hand, at the exit of the
transport zone, so that the bearing surface (18a) of the belt
(18) progressively separates itself from the slide rails (11) in
order to ensure the exit of the containers from the transport
zone.

8. The method according to claim 1, according to which
the separation between the slide rails (11) is adapted to
ensure the guiding of the containers (2) transversely relative
to the translation direction of the containers.

9. A conveyor for moving, in a transport zone, glass
containers (2) in a position suspended by a counter-ring (7)
arranged on each container (2) which has a ring surface (8)
defining the opening of the container, the conveyor includ-
ing:

two slide rails (11) separated to define between them a

translation path (12) of the containers (2) and to support
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the containers by their counter-ring (7), these slide rails
(11) being suitable for ensuring the sliding of the
containers on their counter-ring;
at least one belt (18) driven in translation in a translation
direction and mounted overhanging the translation path
(12), this belt (18) having a bearing surface (18a)
substantially parallel to the support plane (P) defined by
the slide rails and intended to be supported on the ring
surfaces (8) of the containers (2);

and a system (22) exerting mechanical pressure on the
belt (18) in a direction substantially perpendicular to
the direction of movement to create a bond by adher-
ence between each ring surface (7) of the container and
the bearing surface (18a) of the belt (18) to ensure the
driving in translation of the containers suspended by
their counter-ring (8) which slides on the slide rails
an.

10. The conveyor according to claim 9, according to
which the system (22) exerting mechanical pressure exerts
mechanical pressure with an elastic return.

11. The conveyor according to claim 9, according to
which the system (22) which exerts mechanical pressure and
the belt (8) are adapted so that the extent of the bearing
surface (18a) of the belt (18) on the ring surface (8) of the
containers ensures the driving in translation of the containers
2).

12. The conveyor according to claim 9, according to
which the system (22) exerting mechanical pressure on the
belt (18) includes pressurization sectors (24) distributed in
the transport zone (Z), to ensure the retention of the bond by
adherence between each ring surface (8) of the containers (2)
and the bearing surface (18a) of the belt (18) all along the
transport zone.

13. The conveyor according to claim 12, according to
which each pressurization sector (24) includes a bearing
body on the surface of the belt opposite to the bearing
surface, this bearing body being guided in vertical move-
ment and loaded by an elastic pressure system which is set
in compression with no load by an adjustable down-stop
(29).

14. The conveyor according to claim 9, according to
which the assembly includes the belt (18) and the system
exerting mechanical pressure (22) includes a vertical adjust-
ment system (30) allowing adjusting the vertical distance
between the bearing surface of the belt and the slide rails
(11) so as to adapt itself to the height of the ring (5) defined
between the counter-ring and the ring surface.

15. The conveyor according to claim 9, according to
which each slide rail (11) includes a linear guide rail (13)
from which rises a support (14), the width of the rails being
dimensioned to support the containers by their counter-ring
and to limit the distance between the neck and the support
to the functional clearance allowing the sliding of the
containers.

16. The conveyor according to claim 9, according to
which the slide rails (11) include a system for adjusting (15)
their separation, to ensure the guiding of the containers
transversely relative to the translation direction of the con-
tainers, by adapting itself to the dimensions of the contain-
ers.

17. The conveyor according to claim 9, according to
which the belt (18) is an endless belt mounted between two
pulleys (19, 20) of which at least one is driven in rotation,
this belt being guided vertically on the one hand, at the entry
of the transport zone, to approach the slide rails (11) by
progressively descending in order to ensure the engagement
of'the containers in the transport zone and, on the other hand,
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at the exit of the transport zone, to separate itself from the
slide rails (11) by progressively rising in order to ensure the
exit of the containers from the transport zone.

18. A checking, inspection and/or measuring installation
including a conveyor conforming to claim 9, for transporting
glass containers in a stable position suspended by their
counter-ring, this installation including at least one receiver
(40) and/or one emitter (41) of electromagnetic radiation for
the checking, the inspection and/or the measuring of at least
a portion of the containers transported by the conveyor and
located below the counter-ring (7).

19. The installation according to claim 18, according to
which at least one receiver (40) and/or at least one emitter
(41) is positioned to observe the shoulder, the body or the
bottom of the containers with the optical axis having a
plunging angle (o) to a horizontal plane (H) at the observed
point on the optical axis greater than 45°.

#* #* #* #* #*
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